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San Juan, Puerto Rico 00907-4127

Re: In the Matter of: Battery Recycling Company, Inc.
Administrative Order CAA-02-2011-1010

Dear Mr. Vélez:

On behalf of The Battery Recycling Company ("TBRC"),
reference is made to the letter dated September 28, 2011 in
which the United States Environmental Protection Agency
(“EPA”) required immediate compliance with items II, III,
IV, V, VI and X of the Administrative Order No. CAA-02-
2011-1010 (“the Order”).

First of all, we would like to apologize for not
providing an immediate response to the referenced order. As
you may know, various divisions of EPA have made several
findings regarding TBRC’s facility and have required on
multiple projects and responsibilities to reinforce
controls under the Comprehensive Environmental Response,
Compensation, and Liability Act (CERCLA) , Resource
Conservation and Recovery Act (RCRA), Emergency Planning
and Community Right-to-Know Act (EPCRA) and Clean Water Act
(CWA). Ensuring adequate compliance thereof, in turn, have
required constant attention and a lot of man-hours. TBRC
has been working hard to address the EPA’s concerns and
directives as best as possible.

Further to the conference meeting held today between

TBRC and EPA’s representatives, please find below the
answers to Items II, III, IV, V, VI, VII, VIII and IX of
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the Order. TBRC will address Items V, X and XI through a
supplemental answer due on November 15, 2011, pursuant to
the time extension granted by the EPA.

Item II

Respondent shall immediately and thereafter implement all
necessary corrective actions to properly operate the bag
leak detection system alarm as required by 40 C.F.R.
§63.548(e). The corrective actions shall include, at a
minimum, the procedures used to determine and record the
time and cause of the alarm as well as the corrective
actions taken to correct any control device malfunction ox
minimize emissions in accordance with 40 C.F.R.
§63.548(f) (1) and (2).

TBRC has operated at all times the bag leak detection
system of furnaces 1 and 2. Routine maintenance has also
been provided to the system.

Due to deviations in the sensitivity and time of
response of the equipment, the leak detection system would
give frequent alarms in absence o¢of leaks or abnormal
conditions. Therefore, on June and August of 2011 TBRC re-
adjusted the configuration of both triboelectric sensors
installed on the output duct of furnaces 1 and Z baghouses.
These adjustments were intended to modify the management
and analysis of the data generated by the bag leak
detection system.

All the adjustments were made following the EPA’s
QAQPS Fabric Filter Bag Leak Detection Guidance document.
After weeks of observation of the system, the alarm setting
was modified for both baghouses. The original set point for
the alarm was set at 10% of the former sensor
configuration.

The “SENSE” (Sensitivity), “Smooth” (Time of Response)
and X1 - X10 sensitivity switch of the equipment were
modified to obtain an average baseline emission between 5%
and 10% of scale. Since regular cleaning cycle peaks were
observed between 30% and 35%, the alarm level set point was
placed on 65% of scale(equals two times the average between
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30 and 35). The new alarm set point was finally set on the
system on August 18, 2011. Since then, the system only
generates alarm messages for events higher than 65% of
scale and with duration of more than one minute for both
baghouses.

Furthermore, TBRC hired an external advisor to develop
software to monitor the emission signals from Dboth
baghouses and to record pre-determined events. The software
will allow all recorded events to Dbe documented into
different report sheets. This new software is capable of
detecting events related to increases 1in the relative
particulate loading 1in the output ducts from both
baghouses.

The new software was installed on the week of October
10%", 2011. cCurrently, the software generates an alarm
signal (audible and visible) for events where a peak of
above 65% of the scale on the sensor signal i1s detected and
when such peak is maintained for more than 1 minute. 1In
addition, warning and support events have been programmed
so the system generates these alarms in case of specific
conditions. These warning signals will be used to schedule
routine maintenance for the baghouses and prevent, to the
extent possible, alarm conditions.

Item IIXT

Respondent shall immediately and thereafter implement
monitoring and work practice requirements at each baghouse
at all times, including the weekends and holidays, as
required by 40 C.F.R. §63.548(c).

As previously discussed with EPA’s representative,
Eng. Francisco Claudio, TBRC modified the form used for the
daily baghouse differential pressure inspection to include
the readings for the differential pressure before and after
the inspection. Such modification was made in early April
of 2011. The baghouse inspector records the pressure drop
across each Dbaghouse compartment on a daily Dbasis,
including weekends, before going into a cleaning cycle.
During the cleaning cycle, the inspector verifies the value
of the sensor signal and writes down any abnormal
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condition. Once the cleaning cycle 1is completed and the
compartment goes back to operation, the differential
pressure 1s recorded. Differential pressures across the
baghouse compartments are analyzed and if they show any
specific condition, it is documented in the back of the
form.

TBRC has assigned personnel to document the baghouse
operations during weekends and holidays. These personnel is
also responsible for responding to any alarm that the
baghouse system may generate. Any condition identified by
the responsible staff is reported to the supervisors and/or
engineers to determine whether further inspections or
maintenance measures may be reguired. All maintenance
activities performed on the baghouse system are documented
and records are kept.

Item IV

Respondent shall immediately comply with and maintain
compliance with record keeping and reporting requirements
at each baghouse at all times, including the weekends and
holidays, as required by 40 C.F.R. §§ 63.10 and 63.550(a).

As discussed 1in the response to Item II, TBRC has
implemented the operation of a new software to monitor
events at the baghouses. TBRC is able to monitor and record
all baghouses alarms, and to generate the reports as
required by federal regulation. The system is still under
evaluation by the programmer to ensure proper operation and
recording of the events.

Availlable data 1s also under evaluation to determine
whether 1is possible to create reports for data generated
before the installation of the software.

TBRC has designated staff that will oversee baghouse
operations at all times, including weekends and holidays.
This staff is responsible for daily baghouse differential
pressure inspections, for responding to any alarm the
system may generate, and for maintaining compliance with
record keeping and reporting requirements at each baghouse.
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Item V

Within 10 days from the effective date of this Oxder,
Respondent shall submit to EPA the results of the 2010
performance tests conducted on the air pollution control
devices associated with the Second and Third Furnaces
required by 40 C.F.R. § 63.7(g) (1) and the Notification of
Compliance Status required by 40 C.F.R. §§ 63.9(h) (2) and
63.549.

It should be noted that the Second and Third Furnaces
(as named by the EPA throughout the Order) are known by
TBRC for administrative and practical purpose as the
Furnace 1 and Furnace 2. The results of the 2010
performance tests conducted on the air pollution control
devices associated with Furnaces 1 and 2 were submitted to
EPA during the meeting held on October 31, 2011.

A response to the allegation regarding the requirement
of a Notification of Compliance Status will be provided in
the supplemental answer due on November 15, 2011, as agreed
with EPA in the meeting held on October 31, 2011.

Item VI

Within 10 days from the effective date of this Order,
Respondent shall submit to EPA the results of the 2010
tests conducted on its fugitive emission enclosuxre hoods to
determine compliance with the face velocity requirements
provided in 40 C.F.R. §§ 63.544(a), (b) (1) and (2), which
are required by 40 C.F.R. §§ 60.8 and 63.7(a) (2).

The results of the 2010 performance tests conducted on the
air pollution control devices associated with Furnaces 1
and 2 were submitted to EPA during the meeting held on
October 31, 2011 including the tests conducted on its
fugitive emission enclosure hoods.

Item VII

Within 45 days from the effective date of this Order,
Respondent shall modify and submit to EPA and updated SSM
Plan incorporating specifications for the new furnace,
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baghouse and refining kettles, as well as the modifications
made to the Second Furnace and existing baghouse to
minimize emissions required by 40 C.F.R. §§60.11(d4) ,
63.6(e) (1) (i) ,63.6(e) (3) (i) ,63.6(e) (3) (1), 63.6(e) (3) (i) (A)
and 63.6(e) (3) (v) and (viii) as required by 40 C.F.R.
§63.6(e) (3) (vii) and this Ozrder. Upon EPA approval,
Respondent shall utilize the updated SSM Plan.

An amended SSM plan is included with this answer.
Item VIII

Within 45 days from the effective date of this Order,
Respondent shall modify and submit to EPA for review and
approval an updated Fugitive Dust SOP Manual incorporating
references to the new furnace, baghouse and refining
kettles, as well as the modifications made to the Second
Furnace and existing baghouse as required by 40 C.F.R.
§63.545. Upon EPA approval, Respondent shall implement the
updated Fugitive Dust SOP Manual.

An amended Fugitive Dust SOP Manual was sent by
electronic mail to you on October 31, 2011.

Item IX

Within 45 days from the effective date of this Order,
Respondent shall modify and submit to EPA for review and
approval an updated Monitoring SOP Manual incorporating
references +to the new furnace, baghouse and refining
kettles, as well as the modifications made to the Second
Furnace and existing baghouse as required by 40 C.F.R.
§63.548(a) and (b). Upon EPA approval, Respondent shall
implement the updated Monitoring SOP Manual.

An amended Baghouse SOP Manual was sent by electronic
mail to you on October 31, 2011.

Item X

Within 10 days from the effective date of this Order,
Respondent shall submit to EPA and PREQB the bag leak



ToORrRO, COLON, MULLET,
RIVERA & SIFRE, PSC.

Héctor Vélez Cruz, Esqd.
November 1°%, 2011
Page 7

detection alarm logs for July 2009, through the effective
date of this Order as required by 40 C.F.R. § 63.550.

Within the next fifteen (15) days, TBRC will submit to
EPA excess gsemiannual lead emission reports or summary
reports regarding operations at the facility.

Item XI

Within 45 days from the effective date of this Order,
Respondent shall submit to EPA any excess semiannual lead
emission reports ox summary reports regarding operations at
the Facility £for the period of July 2009 through the
effective date of +this Order as required by 40 C.F.R.
§863.10(e) (3) {(vi) and 63.550(c) .

Please refer to the answer in Item X.

We appreciate your attention to this matter. Should
you have any questions or required additional information,
please contact the undersigned counsel at (787)751-899% or
ccf@tcmrslaw. com.

Cordially,

e

Enclosures

Copy via e-mail:

Eng. Francisco Claudio, EPA-CEPD
Flaire Mills, EPA-Region 2
Gaetano Lavigna, EPA-Region 2
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1.0 INTRODUCTION

1.1 BACKGROUND

The Battery Recycling Company (TBRC) owns and operates a lead recycling facility in Arecibo,
Puerto Rico. A system of two eight compartment baghouses is used to control particulate matter
and fead emissions from smelting and refining operations at the facility. The National Emission
Standards for Hazardous Air Pollutants from Secondary Lead Smelting (40 CFR Part 63 Subpart
X) or Maximum Achievable Contro! Technology (MACT) standard, including the general
provisions (40 CFR Part §63.6(e)), requires the preparation and implementation of a Startup,
Shutdown, and Malfunction (SSM) Plan. The purpose of the SSM plan is to:

¢ Ensure that, at all times, each affected source, including associated air poliution
control and monitoring equipment, is operated and maintained in a manner which
satisfies the general duty requirement to minimize emissions.

o Ensure malfunctions are corrected as soon as practicable after their occurrence in
order to minimize excess emissions of hazardous air pollutants,

e Reduce the reporting burden associated with periods of startup, shutdown, and
malfunction (including corrective action taken to restore malfunctioning process and
air pollution control equipment to its normal or usual manner of operation).

This plan addresses the elements that are required by the MACT standard for SSM plans,

1.2 PROCESS DESCRIPTION

Secondary lead smelting at TBRC includes three major operations: scrap pretreatment, smelting,
and refining,

Scrap pretreatment is the partial removal of metal and nonmetal contaminants from lead-bearing
batteries. The batteries are initially placed in an inclined conveyor which brings the batteries into
a mill to be crushed and separated. In this process, the mill removes the electrolytes from the
batteries and transfers the fluid through multiple sets of settling tanks. After the last set of
settling tanks, the electrolyte material is sent to the facility’s wastewater treatment plant. The
milling machine shreds the plastic battery housings and separates the remaining battery
components in water by their densities. The separation process produces solid lead (cell plates),
lead oxide, separators, and plastic. The battery milling system operates independently from the
facility furnaces. The operations of the milling system depends on the amount of raw material
(batteries) that are available for processing and the amount of lead and lead oxide that is stored.

Sufficient amounts of lead and lead oxide are stored to allow the facility to continue to operate
its smelting process even during mill ruptures. Emissions from the furnace operations are not
affected by the operation of the mill. The battery crushing process is limited to the mill.




Batteries are not broken or cut before being placed in the mill conveyor, The steel casing of the
large industrial batteries is removed prior to placing such batteries in the conveyor. No lead dust
is generated when the steel casing is removed.

Once dried, the lead-containing separated components are prepared to be fed to the rotary
furnaces for smelting. Charge preparation is the process of loading the stored lead scrap and the
other raw materials (soda ash, coal, lead, lead oxides, etc..) to the proper metallurgical
requirements so it can be charged to the furnaces. Materials are loaded to a rotary steel hopper.
TBRC loads raw materials into the hopper using one of four tractor loaders that are available at
the site. Materials are not loaded by hand. To minimize emissions during charge preparation and
furnace loading, some of the following OSHA recommended measures are implemented:

- TBRC provides vehicles with enclosed cabs that have positive pressure, HEPA-
filtered air or employees using the loaders are always required to use full face
OSHA approved respirators.

- Surfaces are kept wet and clean through the use of the water supply systems and
vacuum cleaners.

- Vehicle speeds ate reduced to minimize the dust activity.

- All surfaces have been repaved to facilitate housekeeping.

The rotary furnaces are fueled with used oil. Raw materials are charged into the furnaces using a
rotary steel hopper which is charged into the furnaces using a lift truck. Certain additives (soda
ash, coal, etc.) are blended with the lead-containing components to achieve the desired properties
of the product. Slag is removed from the furnaces, and the molten lead is then transferred to one
of five identical kettles for funther refining (adding various constituents to achieve desired
product properties). During the refining process, waste dross is skimmed from the top of the
kettles and removed for later use. After the refining process has been completed, the lead is
shaped into ingots (either round or square, depending on the custometr’s specification).

TBRC’s operations do not include a blast furnace, dryer, or an agglomerating furnace; therefore,
the requirements in the MACT standard related to these emission sources are not applicable.

Currently, the rotary furnaces, kettles, and process fugitive sources (lead taps and slag taps) are
all exhausted to two eight-module baghouse units which discharge to a joint stack. A separate
arca was built for the ingot preparation. This area is equipped with a exhaust system that collects
emissions to be sent to the baghouses. The baghouse modules exhaust through a common stack.
The bags are cleaned by the shaker method. A particle detector is installed on the stack to help
ensure proper operation of the baghouse. The dust generated by the baghouses is collected,
stored and reused in the smelting furnaces.




2.0  OPERATING LIMITS AND COMPLIANCE WITH 40 CFR PART 63, SUBPART X

The following TBRC sources are subject to emission limits under 40 CFR Subpart X:

- Furnace gases:
o 0.00087 grains per dry standard cubic foot (40 CFR 63.543(a))

- Furnace molds and taps (lead and slag, during tapping), 3 Refining Kettles:
o 0.00087 grains per dry standard cubic foot (40 CFR 63.544(c))

In order to comply with these limits, TBRC routes exhaust from the affected sources to two
baghouses. Each baghouse are equipped with a bag leak detection system that detects abnormal
concentrations of particulate in the exhaust. The detection system alarms once particulate is
detected above preset levels (40 CFR 63.548(e)(3)).

The baghouse is operated in accordance with a standard operating procedure (SOP) prepared
pursuant to 40 CFR 63.548(a). This procedure includes a corrective action plan that contains
TBRC’s response to a bag leak detection system alarm (40 CFR 63,548(f)). If a baghouse is not
operational, the furnace controlled by such baghouse is shut down to minimize excess emissions
that may occur due to a problem with the baghouse.




3.0 PROCEDURES

A malfunction is any sudden, infrequent, and not reasonably preventable failure of the air
pollution control equipment, the process equipment, or a process to operate in a normal or usual
manner, which causes or has the potential to cause a violation of an emission limitation. Failures
that are caused in part by poor maintenance or careless operation are not malfunctions.

Ruptures of the battery breaker/mill only affect the amount of raw material that is available for
the process. Such ruptures do not have a potential to cause an exceedance of an emission
limitation. Accordingly, such events are not covered by this Plan.

Similarly, charge preparation activities do not have a potential to cause an exceedance of an
emission limitation. Accordingly, such events are not covered by this Plan.

The front of each furnace is hooded and enclosed, Entrance to the furnaces is made through four
front steel access doors. Raw materials are charged into the furnaces using a steel hopper which
is charged into the furnaces using a lift truck. To charge the furnaces, the front doors must be
first opened to allow the lift truck to reach the furnaces’ charging doors. Emissions during the
charging are controlled by a hood with sufficient exhaust ventilation to capture the dust that may
be generated by the charging procedure. The face velocity of the hoods have been measured
with the front doors closed and open. Face velocity measurements have demonstrated
compliance with MACT under both scenarios. The front of the furnaces and the hoods are
designed to prevent and minimize emissions of dust during the charging and tapping process.
Accordingly, charging and tapping fugitive emissions are adequately controlled regardiess of
whether the furnaces’ front doors are opened or closed. Nevertheless, BRC has implemented
administrative measures to ensure that the furnaces’ front steel doors remain closed except
during charging and tapping procedures.

The cause of these events should be investigated immediately as a potential malfunctions:

- Failure of the Bag Leak Detection System {more than 8 hours) or Baghouse
Compartments (3 or morte compartments)

- Visible emissions from the baghouse stack

- Apparent loss of power at the baghouses

- Abnormal visible emissions from a process fugitive source

3.1 STARTUP/SHUTDOWN

Each of the baghouse startup and shutdown procedures are automated. There are start and stop
buttons for the startup and shutdown of each unit on the individual unit’s control panel. Each
baghouse cell can also be individually taken off-line and locked out for maintenance activities.
The furnaces are also equipped with a start and stop button and interlocks with the cotresponding
baghouse. Each furnace is equipped with an automatic interlock which shutdowns the affected
furnace’s burner in the event that the baghouse fan ceases to operate due to a malfunction or loss




of power. Specific startup and shutdown procedures for the equipment at the facility can be
found in Appendix A,

During startup, shutdown, and malfunction events, the Baghouse SOP must continue to be
followed.

3.2  BAGLEAK DETECTION ALARM

The corrective action plan section of the Baghouse Standard Operating Procedures Manual
contains the procedures that are followed upon discovery of a baghouse leak detection system
alarm.

33 WHATTO DO FOR ANY MALFUNCTION

1. Contact the Shift Supervisor immediately and proceed with the malfunction diagnosis
and correction procedures described below.

2. H the procedures in this Plan do not address or adequately address the malfunction
that has occurred, the operator should attempt to correct the malfunction with the best
resources available. The Shift Supervisor should be notified of the situation
immediately.

3. Notify the Shift Supervisor within 15 minutes of the progress of the diagnosis and
correction procedures and status of the malfunction.,

4. If the malfunction causes or has the potential to cause an exceedance of a a standard
and if the malfunction cannot be corrected within an hour, notify the Shift Supervisor
and proceed to shut down the control device and the equipment venting to the control
device,

5. If the malfunction is corrected within an hour, notify the Shift Supervisor as soon as
the control device or equipment is operational.

6. If the procedures in this Plan do not address or adequately address the malfunction
that has occurred, the operator or supetvisor should note the circumstances and the
actual steps taken to correct the malfunction in the Deviation, Excursion, or
Malfunction Occurrence Report Form (Appendix B). This Plan will need to be
revised based on this information, as described below,

7. Follow procedures in Section 4.0 (Recordkeeping Data and Notification), as
appropriate, to adequately document, notify, and report the malfunction.

34  VISIBLE EMISSIONS FROM THE BAGHOUSE STACK

1. Check all baghouse parameters: power indicator light, pressure drop, and fan
operation to determine the cause of the increase in opacity.

2. Manually take offline each cell and inspect bags for leaks, If leaks are found, replace
bags.

3. Re-check the stack for visible emissions. (Steam is not considered a visible emission.
Steam plumes are white in color and have a billowy consistency, Steam plumes
dissipate within a short distance from the stack and leave no dispersion trail
downwind of the stack.) If results of the stack check indicate any continuing visible




emissions and the cause of baghouse malfunction cannot be determined within an
hour, notify the Shift Supervisor of the continuing situation and shutdown of the
affected sources venting to the baghouse.

4, Follow the procedures in Section 3.3 for what to do for any malfunction.

3.5 LOSS OF POWER

1. The process interlock between the furnace and the baghouse will prevent excess
emissions from occurring during a loss of power (i.e., the furnace burner will not fire
if the baghouse is not operational).

2. Ifthe power is lost for more than 15 minutes, manually shutdown the kettles,

Follow the procedures in Section 3.3 for what to do for any malfunction.

o

3.6  MISCELLANEOUS SPECIFIC PROCEDURES

3.6.1 Abnormal Process Fugitive Emissions, including Tapping

1. Review the integrity of the process fugitive hood system (furnace charging,
furnace lead and slag taps, and kettles) to identify leaks, gaps, warping, or other
abnormalities in the capture system. Verify that there are no obstructions in the
exhaust system that would impact airflow. There should be an inflow of air into
the hood or capture system. Review the procedures in Appendix A.

2. Follow the procedures in Section 3.3 for what to do for any malfunction,




3.6.2  Failure of Bag Leak Detection System or Baghouse Compartments

1.

The baghouses showed compliance with both the NSPS and MACT standard
operating without 2 of the 8 compartments. Therefore, in the event of a failure of the
Bag Leak Detection System (i.e., the Triboflow unit) that last in excess of 8 hours,
and during periods in which more than two of the baghouse compartments are taken
out of service due to malfunctions, repairs, maintenance or replacements, the facility
must follow the procedures in Section 3.3 and Baghouse Standard Operating
Procedures Manual for what to do for any such events, and,

Until the Bag Leak Detection System is repaired or no less than six baghouse
compartments are operated, the shift supervisor, or his designee will monitor the
baghouse exhaust once per day (during daylight hours) to determine the presence of
visible emissions. Observations will be conducted by an observer trained to
distinguish steam emissions, which are not visible emissions, from smoke emissions.
If visible emissions are observed, follow the procedures in Section 3.4 for what to do
if there are visible emissions from the baghouse stack.

4,0  RECORDKEEPING DATA AND NOTIFICATION

4.1 MALFUNCTION DATA TO RECORD

If the procedures in this Plan do not address or adequately address the malfunction that has
occurred, the operator or supervisor should note the circumstances and the actual steps taken to
correct the malfunction in the Deviation, Excursion, or Malfunction Occurrence Report Form
(Appendix B):

Date and time the malfunction occurred

Duration of the malfunction

Actions taken to correct the malfunction

If the procedures in this Plan were followed

If the procedures of this Plan were not followed, the reason for not following the
procedures

Any recommended revisions to the Plan to better accommodate malfunctions such as
that which has occurred

Other information as indicated on the Deviation, Excursion, or Malfunction Report
Form

42  WHOM TO NOTIFY

[r—y

The Shift Supervisor should be notified immediately of the malfunction.

The Shift Supervisor should be notified within 15 minutes of progress with the
malfunction.

If the malfunction causes or has the potential to cause an exceedance of a a standard
and if the baghouse malfunction cannot be corrected within an hour, the Shift




wh

Supervisor should be notified and procedures to shut down the baghouse and the
affected sources venting to the baghouse should be initiated. See Appendix A for
furnace shutdown procedures,

Contact the Plant Sub-Manager for help in correcting the problem,

If the problem persists, contact the Plant Manager,

The Deviation, Excursion, or Malfunction Occurrence Report Forin should be
completed by the operator on duty prior to the end of the shift or no later than 24
hours following the malfunction and submitted to the Shift Supervisor.

The Shift Supervisor should review and sign the Deviation, Excursion, or
Malfunction Report Form and submit a copy to the Plant Manager. The original form
should be retained for five (5) years.

Appendix B contains a form for recording a malfunction and the corrective action taken.

4.3 WHAT TO REPORT

1.

If the actions taken during the malfunction were consistent with this Plan, submit a
letter with the periodic report or include a description in such report to the
Environmental Quality Board (EQB) and the U.S. Environmental Protection Agency
(EPA). This statement is due within 30 days following the end of each 6-month
period and should include the following information;:
e Name and title of Shift, Environmental Manager, or Plant Manager
Certifying signature of the owner/operator or other responsible official
e Statement that the actions taken during the malfunction were consistent with the
Plan and
e A copy of the Deviation, Excursion, or Malfunction Occurrence Report Form

If the actions taken during a malfunction were not consistent with this Plan, the
Environmental Manager or Plant Manager should report the actions taken to the EQB
and EPA by telephone or facsimile (FAX) transmission within two (2) working days
after the malfunction. A letter must then be sent within seven (7) working days after
the malfunction. The letter should include the following information:

e Name and title of Shift, Environmental Manager, or Plant Manager

o Certifying signature of the owner/operator or other responsible official
e A copy of the Deviation, Excursion, or Malfunction Report Form

o Detailed explanation of the circumstances of the malfunction

e The reasons the Plan was not adequate

e Whether any excess emissions and/or parameter monitoring exceedances are
believed to have occurred during the event

If the actions taken during the malfunction were not consistent with this Plan, the
Environmental Manager or Plant Manager at BRC must;




¢ Revise this Plan within 45 days after the malfunction to include procedures for
operating and maintaining the equipment during similar malfunction events,

s Include the revised Plan in the periodic report (due within 30 days following the
end of each 6-month period).

Note: If the revisions to the Plan alter the scope of the process activities at BRC or otherwise
modify the applicability of any emission limit, work practice requirement, or other requirement
in 40 CFR Part 63, Subpart X, the revised Plan is not effective until written notice has been
provided to the EQB describing the Plan revision(s).

44  NON-MACT REPORTING REQUIREMENTS

This section has been included in order to comply with other non-MACT reporting requirements
related to the operation of the air emission control system,

1.

In order to comply with EQB Rule 603(a)(5)(ii)(a), for each deviation or malfunction,
forward a copy of the Deviation, Excursion, or Malfunction Occurrence Report Form
or a copy of a completed corrective action plan section of the Baghouse Standard
Operating Procedures Manual to the EQB within 2 working days.

In order to comply with EQB Rule 603(a)(5)(ii)(b), for each deviation or malfunction
during which operations continued uncontrolled for a period of more than 1 hour,
forward a copy of the Deviation, Excursion, or Malfunction Occurrence Report Form
or a copy of a completed corrective action plan section of the Baghouse Standard
Operating Procedures Manual to the EQB within 24 hours, regardless of their
completeness. Within 7 days of such an occurrence, submit the finalized copy of the
Deviation, Excursion, or Malfunction Occurrence Report Form or a copy of a
completed corrective action plan section of the Baghouse Standard Operating
Procedures Manual to the EQB (Title V notification procedures will become
effective upon the issuance of the facility’s Title V permit).

In order to comply with Emergency Planning Community Right-to-Know Act
(EPCRA) requirements found at 40 CFR 355.40, for each deviation or malfunction
that results in an uncontrolled release of 10 pounds of lead', IMMEDIATELY call the
National Response Center (800-424-8802), and provide the following information:

e The chemical name of any substance involved in the release (Lead)
¢ Indication of whether the substance is an EHS (Lead is not an EHS)

' The facility’s lead emission limit under the Secondary Lead Smelting (40 CFR Part 63 Subpart X) or Maximum
Achievable Control Technology (MACT) is as follows:

Furnace gases:

o 0.00087 grains per dry standard cubic foot (40 CFR 63.543(a))
Furnace molds and taps (lead and slag, during tapping), 3 Refining Kettles:
o 0.00087 grains per dry standard cubic foot (40 CFR 63.544(c))




Estimate of the quantity of any such substance that was released into the
environment (Assume | pound per minute of equipment operation while the
baghouse control system was not operating properly)

The time and duration of the release

The medium into which the release occurred (Air)

Any known or anticipated acute or chronic health risks and advice regarding
medical attention for exposed individuals (None expected)

Proper precautions to take as a result of the release (None)

Names and telephone number of the facility contact person

As soon as practicable after a reportable release, provide a written report updating any of the
information required above that needs revision, and provide the following:

Corrective actions taken to respond to the release
Anticipated health risks associated with the release (None expected)
Advice regarding medical attention for exposed individuals (None expected)




5.0 UPDATING THE PLAN

If an action taken by TBRC during a start-up, shutdown, or malfunction (including an action
taken to correct a malfunction) is inconsistent with the SSM Plan, including referenced
documents, and BRC exceeds the grain loading in the MACT standard, then BRC must record
the actions taken for the event and report the event to the Puerto Rico Environmental Quality
Board (EQB) and the U.S. Environmental Protection Agency (EPA) within two (2) working days
after commencing the actions that were inconsistent with the SSM Plan, followed by a letter
within seven (7) working days after the end of the event,

The reporting addresses for the EQB and the EPA are:

Manager, Air Quality Area

Puerto Rico Environmental Quality Board
P.O. Box 11488

Santurce, Puerto Rico 00910

Phone: (787) 767-8056

Facsimile: (787) 767-4861

Director

Air Protection Division

U.S. Environmental Protection Agency
Region 11

290 Broadway

New York, New York 10007-1866
Telephone:  (212) 637-5000
Facsimile: (212) 637-3526

CARIBBEAN ENVIRONMENTAL PROTECTION DIVISION?
Director

Centro Europa Building

1492 Ponce De Lebn Avenue, Suite 417

San Juan, PR 00907-4127

Phone: 787-977-5870

Fax; 787-729-7747




APPENDIX A

EQUIPMENT PROCEDURES




APPENDIX B
MONITORING, RECORDKEEPING, AND REPORTING FORMS

Includes the following:
1) Deviation, Excursion, or Malfunction Occurrence Report




The Battery Recycling Company
Deviation, Excursion, or Malfunction Occurrence Report

Complete for the following;

o Failure of the Bag Leak Detection System and more than 2 Baghouse Compartments at the same time
¢  Visible emissions from the baghouse exhaust stack

s  Power outage lasting longer than 15 minutes

¢  Abnormal visible emissions from process fugitive emission sources

Description of deviation, excursion, or malfunction:

Dateftime of start time of deviation, excursion, or malfunction:

Corrective actions and response steps taken {attach additional pages, as neceded):

Were Start-up, Shutdown, and Malfunction Plan Procedures Followed?

Date/time corrective actions taken:

Describe the cause of the deviation, excursion, or, malfunction:

Date/time deviation, excursion, or malfunction ended:

Was the Shift Supervisor notified immediately of the deviation, excursion, or malfunction?:

Was the Shift Supervisor inforimed of progress of the corrective action within 15 minutes of the deviation, excursion, or
malfunction?:

Units shut down as a result of the deviation, excursion, or malfunction:

If applicable, describe the reasons why continued operation of the facitities are necessary to prevent imminent injury to
persons, severe damage to equipment, substantial loss of capital investment, or loss of product or raw materials of
substantial economic value:

Form completed by: Title:
Phone: Date:
Supervisor on Duty: Supervisor Title:

Supervisor Contments:

Supervisor Signature: Date:
MAINTAIN THIS DATA SHEET ON FILE FOR 5 YEARS.

*NOTE: Complete “Bag Leak Detection System Alarm Corrective Action Plan” form for alarms from broken bag
detector. This forn: is included with the Baghouse Standard Operating Procedure.




